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Description

BACKGROUND

[0001] The present disclosure relates generally to gas
turbine engines and, more particularly, to turbine blade
outer air seals (BOAS). Specifically, the disclosure con-
cerns coatings applied to turbine blade sealing struc-
tures.
[0002] BOAS seal turbine gas path air between the ro-
tating blades of the turbine and the gas path surface of
the BOAS. The distance between the tip of the blades
and the surface of the BOAS greatly impacts turbine ef-
ficiency. Accordingly, efforts have been made to reduce
the distance between the blade tips and the BOAS as
much as possible. Typically, gas turbine engines allow
the blade to rub up against a ceramic-coated BOAS dur-
ing operation, creating wear on either the blade tip, the
BOAS surface, or both. With a thermally insulating ce-
ramic coating on the BOAS, the blade usually takes most
of the wear.
[0003] Current methods of resolving blade wear issues
involve making the ceramic coating abradable and, there-
fore, more likely to wear. However, abradable ceramic
coatings are more susceptible to erosion from debris in
the gas path, and tip clearance increases as the surface
is worn away, thereby decreasing engine efficiency.
Moreover, the extremely high temperatures in the gas
path cause the abradable ceramic coatings to break
down and detach from the BOAS. The blade tip can also
strike the surface and melt, with the resulting molten ma-
terial increasing blade tip clearance, resulting in loss of
engine efficiency.
[0004] US 2011/116920 A1, US 6358002 B1, US
2009/110536 A1 and EP 2395129 A1 may be useful in
understanding the background of the present disclosure.

SUMMARY

[0005] The present invention provides a method of
forming a coating as defined in claim 1.

BRIEF DESCRIPTION OF THE DRAWINGS

[0006]

FIG. 1 is a simplified cross-sectional view of a stand-
ard gas turbine engine.
FIG. 2 is a simplified cross-sectional view illustrating
the relationship between a blade outer air seal and
blade tips taken along the line 2-2 of FIG.1, not to
scale.
FIG. 3 is a cross-sectional view of a high pressure
turbine taken along the line 3-3 of FIG. 2, not to scale.
FIG. 4A is a cross-sectional view of the high pressure
turbine of FIG. 3 during a first phase of a process to
prepare an abradable, durable coating.
FIG. 4B is a cross-sectional view of the high pressure

turbine of FIG. 4A after the first phase of the process
to prepare an abradable, durable coating.
FIG. 5 is a flow diagram illustrating a process of pre-
paring an abradable, durable coating.

DETAILED DESCRIPTION

[0007] FIG. 1 is a simplified cross-sectional view of an
exemplary gas turbine engine 10 in accordance with em-
bodiments of the present disclosure. Turbine engine 10
includes fan 12 positioned in bypass duct 14. Turbine
engine 10 also includes compressor section 16, combus-
tor (or combustors) 18, and turbine section 20 arranged
in a flow series with upstream inlet 22 and downstream
exhaust 24.
[0008] Compressor 16 includes stages of compressor
vanes 26 and blades 28 arranged in low pressure com-
pressor (LPC) section 30 and high pressure compressor
(HPC) section 32. Turbine section 20 includes stages of
turbine vanes 34 and turbine blades 36 arranged in high
pressure turbine (HPT) section 38 and low pressure tur-
bine (LPT) section 40. HPT section 38 is coupled to HPC
section 32 via HPT shaft 42, forming the high pressure
spool. LPT section 40 is coupled to LPC section 30 and
fan 12 via LPT shaft 44, forming the low pressure spool.
HPT shaft 42 and LPT shaft 44 are typically coaxially
mounted, with the high and low pressure spools inde-
pendently rotating about turbine axis (centerline) CL.
[0009] Fan 12 includes a number of fan airfoils circum-
ferentially arranged around a rotating member, which is
coupled to LPC section 30 and driven by LPT shaft 44.
In some embodiments, fan 12 is coupled to the fan spool
via geared fan drive mechanism 46, providing independ-
ent fan speed control. In some embodiments, fan 12 is
forward-mounted and provides thrust by accelerating
flow downstream through bypass duct 14, for example
in a high-bypass configuration suitable for commercial
and regional jet aircraft operations. In other embodi-
ments, fan 12 is an unducted fan or propeller assembly,
in either a forward-or aft-mounted configuration. In these
various embodiments, turbine engine 10 includes any of
a high-bypass turbofan, a low-bypass turbofan, or a tur-
boprop engine, and the number of spools and shaft con-
figurations may vary.
[0010] During the operation of turbine engine 10, in-
coming airflow FI enters inlet 22 and divides into core
flow FC and bypass flow FB, downstream of fan 12. Core
flow FC continues along the core flowpath through com-
pressor section 16, combustor 18, and turbine section
20, and bypass flow FB proceeds along the bypass flow-
path through bypass duct 14.
[0011] LPC section 30 and HPC section 32 of com-
pressor 16 compress incoming air for combustor 18,
where fuel is introduced, mixed with air, and ignited to
produce hot combustion gas. Depending on the embod-
iment, fan 12 can also provide some degree of compres-
sion to core flow FC, and LPC section 30 may be omitted.
Alternatively, an additional intermediate spool can be in-
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cluded, for example in a three-spool turboprop or turbo-
fan configuration.
[0012] Combustion gas exits combustor 18 and enters
HPT section 38 of turbine 20, encountering turbine vanes
34 and turbines blades 36. Turbine vanes 34 turn and
accelerate the flow of combustion gas, and turbine blades
36 generate lift for conversion to rotational energy via
HPT shaft 42, which drives HPC section 32 of compres-
sor 16. Partially expanded combustion gas transitions
from HPT section 38 to LPT section 40, driving LPC sec-
tion 30 and fan 12 via LPT shaft 44. Exhaust flow exits
LPT section 40 and turbine engine 10 via exhaust nozzle
24. In this manner, the thermodynamic efficiency of tur-
bine engine 10 is tied to the overall pressure ratio, as
defined between the delivery pressure at inlet 22 and the
compressed air pressure entering combustor 18 from
compressor section 16. In general, a higher pressure ra-
tio offers increased efficiency and improved perform-
ance. It will be appreciated that various other types of
turbine engines can be used in accordance with the em-
bodiments of the present disclosure.
[0013] FIG. 2 is a simplified cross-sectional view along
the line 2-2 of FIG.1 of casing 48 having rotor shaft 50.
Blades 36 are attached to rotor shaft 50, and the gas
path is shown as the space between blades 36. As shown
in FIG. 3, topcoat 52, corresponding to the coating of this
disclosure, is on substrate 56, such that the clearance C
between topcoat 52 (topcoat 52 includes insulating layers
58)and blade tips 54 of blades 36 serves as a seal to
prevent leakage of air, thus improving engine efficiency.
In FIG. 2, clearance C is enlarged for the purposes of
illustration. In practice, clearance C can be, for example,
in a range of about 0.025 inches (0.064 centimeters) to
0.055 inches (0.14 centimeters) when the engine is cold
and 0.000 to 0.035 inches (0.09 centimeters) during en-
gine operation, depending on the specific operating con-
ditions and previous rub events that may have occurred.
By making clearance C as small as practicable, the air
leakage past the blade tip can be reduced, thereby im-
proving the efficiency and performance of turbine engine
10.
[0014] FIG. 3 is a cross-sectional view of HPT section
38 along line 3-3 of FIG. 2 with blade tip 54 of blade 36
and topcoat 52. Topcoat 52 is attached to casing 48 via
substrate 56, resulting in a clearance C between topcoat
52 and blade tip 54 of blade 36 that varies with operating
conditions, as described herein. Substrate 56 can be any
material suitable for forming a desired geometry between
casing 48 and thermally insulating layers 58. In some
embodiments, substrate 56 can be formed from a metal
alloy, such as a nickel-based alloy, and affixed to casing
48 by welding or other suitable method. In other embod-
iments, substrate 56 can be additively manufactured to
form the desired pattern. In other embodiments, a bond
coat (not shown) can be used to facilitate bonding be-
tween substrate 56 and thermally insulating layers 58.
The bond coat can include any type of bonding material
suitable for attaching substrate 56 and thermally insulat-

ing layers 58.
[0015] Substrate 56 includes protrusions 60, which can
be geometric surface features on substrate 56. Protru-
sions 60 extend into the gas flow path such that gaps are
formed between adjacent protrusions. Protrusions 60
can be of substantially uniform height. The height of pro-
trusions 60 can be at least 0.01 inches (0.025 centime-
ters), such that the gaps between protrusions 60 have
some depth greater than the desired clearance C.
[0016] Topcoat 52 includes one or more thermally in-
sulating layers 58 layered over protrusions 60. In the em-
bodiment of FIG. 3, topcoat 52 includes two thermally
insulating layers 58. In some other embodiments, ther-
mally insulated layers 58 can include any number of lay-
ers formed from any number of materials. Thermally in-
sulating layers 58 can be formed from any abradable
material suitable for providing a desired heat resistance
within the gas path such as ceramic or metallic materials.
In some embodiments, the material can be a ceramic
composite such as yytria-stabilized zirconia, hafnia,
and/or gadolinia, gadolinia zirconate, molybdate, alumi-
na, or combinations thereof. Thermally insulating layers
58 can include various porosities. Typical porosities in a
sealing application range from 5 to 50% by volume. Ther-
mally insulating layers 58 can be deposited on substrate
56 by any number of thermal spray processes, such as
plasma spray, electron beam, high velocity oxygen fuel
(HVOF), or cathodic arc. Thermally insulating layers 58
are in an unconverted, intermediate state when applied
to substrate 56.
[0017] Protrusions 60 produce faults 62 in topcoat 52.
The faults can be produced using any variety of different
protrusions 60. For example, protrusions 60 can be cy-
lindrical, rectangular, triangular, or any other three-di-
mensional shape. Protrusions 60 can have substantially
uniform height, preferably at least 0.01 inches (0.25 cen-
timeters). In the embodiment of FIG. 3, protrusions 60
form a grid pattern. In other embodiments, protrusions
60 form other patterns to create the desired faults 62 in
topcoat 52. In this manner, topcoat 52 can have any sur-
face pattern with dimples 64 formed between protrusions
60. Faults 62, running through topcoat 52 from protru-
sions 60, are bounded by segmented portions in topcoat
52. These segmented portions serve as separation
points in thermally insulating layers 58 that reduce the
transmission of thermally induced stresses from one re-
gion to another in topcoat 52, and further reduce the effect
of the thermal and mechanical stresses from blade tip 54
during an initial break-in cycle (discussed in FIG. 4A).
[0018] FIG. 4A is a cross-sectional view of HPT section
38 of FIG. 3 during a first phase of a process to prepare
an abradable, durable coating on substrate 56. FIG. 4B
is a cross-sectional view of HPT section 38 after the first
phase of the process. Blade 36 of HPT section 38 is en-
closed in casing 48. Substrate 56 is attached to casing
48. Substrate 56 includes protrusions 60, which extend
outward from substrate 56 toward blade tip 54 of blade
36. Topcoat 52 is deposited on substrate 56. Topcoat 52
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includes thermally insulating layers 58 layered over pro-
trusions 60. Protrusions 60 form faults 62 extending from
substrate 56 through topcoat 52.
[0019] In FIG. 4A, turbine engine 10 (not shown) is
undergoing the first phase of a break-in cycle or green
run. Typically, abradable coatings of a blade outer air
seal (BOAS) are made from compositions that are easily
worn down by the passing blade tip. These abradable
coatings remain soft enough to allow the blade tip to cut
into the coating during normal engine operation. In this
manner, some of the wear that typically occurs to the
blades is shared by the BOAS. Over time, however, the
softer, abradable, coatings erode due to particles enter-
ing the turbine gas path. This erosion creates a larger
clearance between the blade tip and BOAS. The larger
the clearance between the blade tip and the BOAS, the
less efficient the engine becomes.
[0020] Alternatively, if the BOAS coating hardness is
increased to resist particle erosion, it typically becomes
too hard for the blade tip to effectively wear the coating.
As a result, the blade tip strikes the hard coating and
melts due to friction. Molten material from the blade tips
can then collect and build up on the BOAS coating sur-
face, forming a dam or wall that further wears the blade
tip.
[0021] In the present disclosure, topcoat 52 is installed
in the turbine in a soft, unconverted state. During a green
run of the turbine, the engine is rapidly accelerated. That
is, the engine is run up to its maximum power in a very
short time. This rapid acceleration causes blade tip 54
of blade 36 to rub topcoat 52. This initial rub creates chan-
nel 66 (described below in greater detail and shown in
FIG. 4B) in topcoat 52 that corresponds to the wear pat-
tern blade tip 54 will create in topcoat 52 over time during
normal operation.
[0022] In a typical turbine having an abradable coating
on the BOAS, after the initial rub, cracks can form due
to thermal stresses, which can lead to spalling of the sur-
face. The spalled surface increases the tip clearance,
resulting in greater leakage and higher local tempera-
tures. However, with protrusions 60 extending from sub-
strate 56, topcoat 52 is cut to depth D (described below
in greater detail and shown in FIG. 4B) by blade tip 54
while remaining attached to substrate 56. Protrusions 60
create greater surface area between substrate 56 and
topcoat 52 to hold topcoat 52 in place during rub events.
Depth D is less than the depth of the dimples 64 such
that dimples 64 are not worn away by the initial rub.
[0023] Faults 62 created by protrusions 60 can cause
topcoat 52 to be more easily cut in a desired pattern dur-
ing the initial rub phase. In the embodiment of FIGS. 3,
4A, and 4B, protrusions 60 are substantially the same
height, and substantially evenly spaced. In this arrange-
ment, protrusions 60 form a dimpled surface when ther-
mally insulating layers 58 are deposited over substrate
56. In other embodiments, protrusions 60 can take on
any pattern that creates a desired fault pattern in topcoat
52. In this manner, a desired wear pattern can be formed

in topcoat 52 after the BOAS has been installed in the
turbine during a break-in cycle or green run.
[0024] In FIG. 4B, turbine engine 10 is undergoing the
second phase of the break-in cycle. If topcoat 52 re-
mained in its unconverted state after the first phase, it
would be continually worn down by erosion. Thus, during
the second phase of the break-in cycle, the surface of
topcoat 52 is converted by a high-temperature event that
hardens topcoat 52, converting topcoat 52 into a durable
surface while preserving channel 66. Channel 66 can
thereby retain a channel depth D for longer over the life
of the engine because the converted coating is more re-
sistant to particle erosion.
[0025] Depending on the composition of the topcoat,
surface temperatures above 1950 °F (1066 °C) can
cause conversion. The temperature at which the engine
is run during the second phase of the break-in cycle can
vary depending on the composition of thermally insulat-
ing layers 58. In this manner, topcoat 52 is run through
a two-phase break-in process to create a desired wear
pattern in a hardened surface for optimal sealing between
blade tip 54 and topcoat 52.
[0026] FIG. 5 is a flow diagram illustrating a process
(110) of preparing an abradable, durable coating with
continuing reference to topcoat 52 of FIGS. 3, 4A, and
4B. Preparing an abradable, durable topcoat 52 for a
BOAS includes forming substrate 56 (step 112), depos-
iting thermally insulating layers 58 to form coating (step
114), installing coated BOAS in casing (step 116), rub-
bing blade tip 54 against topcoat 52 (step 118), and con-
verting topcoat 52 (step 120). Step 112 includes forming
substrate 56 as described in FIG. 3, with protrusions 60
extending from substrate 56. Step 114 follows step 112
and includes depositing thermally insulating layers 58 to
form topcoat 52. Substrate 56 can be a metal alloy or
additively manufactured material as discussed in FIG. 3.
Thermally insulating layers 58 are deposited over protru-
sions 60 by thermal spray or other deposition methods
to form topcoat 52, which is in an unconverted, interme-
diate state. In step 116, the coated BOAS is installed in
casing 48 of turbine engine 10.
[0027] Step 118 follows step 116, and includes rubbing
blade tip 54 against topcoat 52. During step 118, topcoat
52 has a high degree of abradability. Rapid acceleration
during step 118 creates an initial rub that can produce
equal wear to blade tip 54 and topcoat 52. In step 120,
turbine engine 10 is run at a steady state high tempera-
ture to cause conversion of topcoat 52. Topcoat 52 stays
attached to substrate 56 when converted due to protru-
sions 60 extending from substrate 56. Thus, channel
depth D is fixed in topcoat 52. In this manner, the equal
wear to blade tip 54 and topcoat 52 is preserved over the
life of the engine. Thus, an abradable, durable coating
can be formed to provide long-lasting, effective sealing
between blade tip 54 and casing 48.
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Discussion of Possible Embodiments

[0028] The following are non-exclusive descriptions of
possible embodiments of the present disclosure.
[0029] A method of forming a coating, according to
claim 1.
[0030] In a further embodiment of the foregoing meth-
od of forming a coating, the seal may be a blade outer
air seal.
[0031] In a further embodiment of any of the foregoing
methods of forming a coating, the topcoat may comprise
a thermally insulating ceramic material having a porosity
between 5 and 70 volume percent.
[0032] In a further embodiment of any of the foregoing
methods of forming a coating, converting the topcoat may
comprise running an engine to expose the seal to a sur-
face temperature of at least 1066 °C (1950 °F).
[0033] While the disclosure has been described with
reference to an exemplary embodiment(s), it will be un-
derstood by those skilled in the art that various changes
may be made and equivalents may be substituted for
elements thereof without departing from the scope of the
claims. In addition, many modifications may be made to
adapt a particular situation or material to the teachings
of the invention without departing from the essential
scope of the claims. Therefore, it is intended that the
disclosure not be limited to the particular embodiment(s)
disclosed, but that the disclosure will include all embod-
iments falling within the scope of the appended claims.

Claims

1. A method of forming a coating comprising:

disposing a substrate (56) having a plurality of
protrusions (60) on a seal;
depositing a topcoat (52) in a soft unconverted
state over the protrusions (60), the topcoat (52)
comprising segmented portions defining a plu-
rality of faults (62) extending from the plurality
of protrusions (60) through the topcoat (52),
wherein depositing the topcoat (52) over the plu-
rality of protrusions (60) forms a surface having
a plurality of dimples (64),
characterized by:

creating a wear pattern of a channel (66) in
the topcoat (52) during an initial rub event
by rapidly accelerating the turbine during a
green run by running the turbine up to a
maximum power in a very short time, caus-
ing rubbing of the blade tip (54) against the
coating (52) to form the channel (66) having
a depth that is less than a depth of the plu-
rality of dimples (64); and then
converting the topcoat (52) during a high-
temperature event, wherein converting the

topcoat (52) comprises preserving the
channel (66) created during the initial rub
event.

2. The method of claim 1, wherein the seal is a blade
outer air seal.

3. The method of claim 1 or 2, wherein the topcoat (52)
comprises a thermally insulating ceramic material
having a porosity between 5 and 70 volume percent.

4. The method of any preceding claim, wherein the top
coat (52) includes at least one thermally insulating
layer (58) formed from an abradable material of a
ceramic or metallic material, the ceramic material is
a ceramic composite including yytria-stabilized zir-
conia, hafnia, and/or gadolinia, gadolinia zirconate,
molybdate, alumina, or combinations thereof.

5. The method of any preceding claim, wherein con-
verting the topcoat (52) comprises running an engine
to expose the seal to a surface temperature of at
least 1066 °C (1950 °F).

Patentansprüche

1. Verfahren zum Herstellen einer Beschichtung, um-
fassend:

Abscheiden eines Substrats (56), das eine Viel-
zahl von Vorsprüngen (60) aufweist, auf eine
Dichtung;
Abscheiden einer Deckschicht (52) in einem
weichen, nicht umgewandelten Zustand über
die Vorsprünge (60), wobei die Deckschicht (52)
segmentierte Abschnitte umfasst, die eine Viel-
zahl von Brüchen (62) definieren, die sich von
der Vielzahl von Vorsprüngen (60) durch die
Deckschicht (52) erstrecken, wobei das Ab-
scheiden der Deckschicht (52) über die Vielzahl
von Vorsprüngen (60) eine Fläche bildet, die ei-
ne Vielzahl von Vertiefungen (64) aufweist,
gekennzeichnet durch:

Erzeugen eines Verschleißmusters eines
Kanals (66) in der Deckschicht (52) wäh-
rend eines anfänglichen Reibereignisses
durch schnelles Beschleunigen der Turbine
während eines ersten Laufs durch Laufen-
lassen der Turbine bis zu einer maximalen
Leistung in einer sehr kurzen Zeit, was das
Reiben der Schaufelspitze (54) gegen die
Beschichtung (52) bewirkt, um den Kanal
(66) zu bilden, der eine Tiefe aufweist, die
geringer als eine Tiefe der Vielzahl von Ver-
tiefungen (64) ist; und dann
Umwandeln der Deckschicht (52) während
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eines Hochtemperaturereignisses, wobei
das Umwandeln der Deckschicht (52) das
Erhalten des Kanals (66) umfasst, der wäh-
rend des anfänglichen Reibereignisses er-
zeugt wurde.

2. Verfahren nach Anspruch 1, wobei die Dichtung eine
äußere Laufschaufel-Luftdichtung ist.

3. Verfahren nach Anspruch 1 oder 2, wobei die Deck-
schicht (52) ein thermisch isolierendes keramisches
Material umfasst, das eine Porosität zwischen 5 und
70 Volumenprozent aufweist.

4. Verfahren nach einem der vorstehenden Ansprüche,
wobei die Deckschicht (52) mindestens eine ther-
misch isolierende Schicht (58) umfasst, die aus ei-
nem abreibbaren Material eines keramischen oder
metallischen Materials gebildet ist, wobei das kera-
mische Material ein Keramikverbundwerkstoff ist,
der Yttrium-stabilisiertes Zirconiumdioxid, Hafnium-
oxid und/oder Gadoliniumoxid, Gadoliniumoxid-Zir-
conat, Molybdat, Aluminiumdioxid oder Kombinatio-
nen davon umfasst.

5. Verfahren nach einem der vorstehenden Ansprüche,
wobei das Umwandeln der Deckschicht (52) das
Laufenlassen eines Triebwerks, um die Dichtung ei-
ner Oberflächentemperatur von mindestens 1066 °C
(1950 °F) auszusetzen, umfasst.

Revendications

1. Procédé de formation d’un revêtement comprenant :

la disposition d’un substrat (56) ayant une plu-
ralité de saillies (60) sur un joint d’étanchéité ;
la disposition d’une couche de finition (52) dans
un état non converti souple sur les saillies (60),
la couche de finition (52) comprenant des parties
segmentées définissant une pluralité de défauts
(62) s’étendant à partir de la pluralité de saillies
(60) à travers la couche de finition (52), dans
lequel le dépôt de la couche de finition (52) sur
la pluralité de saillies (60) forme une surface
ayant une pluralité d’alvéoles (64),
caractérisé par :

la création d’un modèle d’usure d’un canal
(66) dans la couche de finition (52) au cours
d’un événement de frottement initial en ac-
célérant rapidement la turbine au cours d’un
fonctionnement écologique en faisant fonc-
tionner la turbine jusqu’à une puissance
maximale dans un temps très court, entraî-
nant le frottement de la pointe de pale (54)
contre le revêtement (52) pour former le ca-

nal (66) ayant une profondeur inférieure à
une profondeur de la pluralité d’alvéoles
(64) ; puis
la conversion de la couche de finition (52)
au cours d’un événement à haute tempéra-
ture, dans lequel la conversion de la couche
de finition (52) comprend la préservation du
canal (66) créé au cours de l’événement de
frottement initial.

2. Procédé selon la revendication 1, dans lequel le joint
d’étanchéité est un joint d’étanchéité à l’air extérieur
de pale.

3. Procédé selon la revendication 1 ou 2, dans lequel
la couche de finition (52) comprend un matériau cé-
ramique thermo-isolant ayant une porosité comprise
entre 5 et 70 pour cent en volume.

4. Procédé selon une quelconque revendication pré-
cédente, dans lequel la couche de finition (52) inclut
au moins une couche thermo-isolante (58) formée à
partir d’un matériau abradable d’un matériau céra-
mique ou métallique, le matériau céramique est un
composite céramique incluant de la zircone, de l’oxy-
de d’hafnium et/ou du gadolinium stabilisés à l’yt-
trium, du zirconate de gadolinium, du molybdate, de
l’alumine ou des combinaisons de ceux-ci.

5. Procédé selon une quelconque revendication pré-
cédente, dans lequel la conversion de la couche de
finition (52) comprend le démarrage d’un moteur
pour exposer le joint d’étanchéité à une température
de surface d’au moins 1 066 °C (1 950 °F).
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